Abstract: Pulsed eddy current (PEC) technology is another important non-contact nondestructive testing technology for defect detection. However, the temperature drift of the exciting coil has a considerable influence on the precision of PEC testing. The objective of this study is to investigate the temperature drift effect and reduce its impact. The temperature drift effect is analyzed theoretically and experimentally. The temperature drift effect on the peak-to-peak values of the output signal is investigated, and a temperature compensation method is proposed to reduce the effect of temperature variation. The results show that temperature drift has a negative impact on PEC testing and the temperature compensation method can effectively reduce the effect of temperature drift.
Introduction
Pulsed eddy current (PEC) technology is another important and effective electromagnetic nondestructive testing technology which possesses many advantages including more extended detection depth, richer information, higher sensitivity and robustness [1] . PEC testing has found application in defect detection in multi-layered structures [2] [3] [4] , stress measurement [5] , metal thickness measurement [6] , corrosion detection [7, 8] , and so on. Accuracy and sensitivity are essential for PEC testing. Many factors are likely to affect the accuracy and sensitivity of PEC testing, such as lift-off noise, tilt effects, geometric size of PEC probe, noise, temperature drift effect, etc. However, the effect of temperature drift is ignored by various scholars.
From previous studies, factors that affect the accuracy and sensitivity of PEC testing have attracted the attention of numerous scholars. Yu [9] et al. analyzed the lift-off effect and proposed an approach to reduce the effect of lift-off noise. This study found that the slope of the linear curve of the peak value of the difference signal and the lift-off is tied to the depth and width of the defect. Tian and Sophian [10] proposed an approach using normalization and two reference signals from air measurement and defect-free sample measurement to reduce the lift-off problem with PEC techniques. In addition, Mandache and Lefebvre [11] investigated the lift-off intersection (LOI) which can be utilized to eliminate lift-off noise. Le Bihan [12] studied the effect of the variation in the positioning of a sensor and found that the tilt and the lift-off of the sensor relative to the part under evaluation induce similar straight lines in the normalized impedance plane. In order to improve detection sensitivity of the probe, Arjun [13] optimized the configuration of the probe through finite element modeling. The research carried out by Zhou et al. [14] was concentrated on the optimization of coil parameters to improve the sensitivity of the PEC probe. Moreover, Zhou reduced Gaussian noise of PEC signal effectively using a new de-noising approach based on singular-value decomposition [15] .
Some researchers have considered the effect of the working environment temperature on eddy current sensors. Wang and Feng investigated the thermal drift of eddy current sensors and proposed a self-temperature compensation method to reduce thermal drift [16, 17] . Zheng, Wu, and Yang analyzed the relationship between the eddy current sensor output and temperature variation, and compensated for the temperature drift of the sensor using a temperature-voltage curve equation [18] . However, few researchers have considered the effect of the temperature of the exciting coil on PEC testing.
In this paper, we mainly discuss the effect of temperature drift caused by the change in temperature of the exciting coil in PEC testing, and how to reduce or eliminate the effects of temperature. The relationship between the peak-to-peak values of the output signal and the temperature variation is analyzed and a temperature compensation method is proposed to reduce or even eliminate the influence of temperature drift. The rest of the paper is structured as follows. Section 2 analyzes temperature drift by the theoretical method. Section 3 presents the experimental set-up and sample. Section 4 proposes a temperature compensation method. Section 5 discusses and analyzes the result of compensation. Section 6 presents the conclusions.
Temperature Drift Effect in Pulsed Eddy Current Testing
The basic principle of PEC testing is electromagnetic induction, which occurs when the exciting coil carrying varying current is positioned in proximity to the testing sample. The eddy current will be produced in the surface of the sample. The eddy current in the sample will change with variations in the electrical conductivity or magnetic permeability of the test specimen, or the presence of any flaws. In addition, the entire magnetic field will change with a change in the eddy current. Through observing changes in the magnetic field using a pickup coil or a magnetic sensor (e.g., Hall sensor, Giant magnetoresistance (GMR)) [19] , electrical conductivity or magnetic permeability of the test specimen, or flaws, can be detected.
The PEC testing system is equivalent to Figure 1 [17, 20] , where R 1 , L 1 is the resistance and inductance of the exciting coil, respectively. R 2 , L 2 is the equivalent resistance and inductance caused by eddy current in the sample. Based on the Kirchhoff's voltage laws, we will get:
where U is the excitation voltage; f is the excitation frequency of coil; M is the mutual inductance between the coil and the sample. Based on Formula (1), the equivalent resistance and inductance of the PEC system can be obtained.
For the equivalent resistance and inductance in Formulae (2) and (3), if the lift-off distance remains unchanged, the effective impedance affected by temperature can be expressed as:
Since the material of the exciting coil is copper, the temperature coefficient of R 1 is about 3900 ppm/ • C and the temperature coefficient of L 1 is about 10-100 ppm/ • C. Inductance L is only affected by the geometry of the cylinder inductor and the number of turns of enamel-insulated wire wound. The geometric size changes fractionally with the temperature. However, a low thermal expansion frame will contribute significantly to the stability of L. Experimental data show that the value of the inductance L changes only 0.27% for the temperature change of 150 • C, so the change of excitation coil inductance L affected by temperature can be ignored.
The material of the sample is aluminum. The temperature coefficient of L 2 is around several hundred ppm/ • C, but that of R 2 is usually more than 2000 ppm/ • C. Thus, the effect of temperature on L 2 is smaller than on R 2 [17] . However, temperature variation in the PEC system is mainly caused by changes in the exciting coil temperature. Therefore, the temperature variation of the sample can be ignored.
Based on the analysis, the change in effective impedance for the effect of temperature depends on the change in R 1 . In Formula (5), R 0 is the resistance at 0 • C, a denotes the temperature coefficient,
The resistance R 1 will increase with the increasing temperature of the exciting coil. Then, the effective impedance, Z eff , will also increase, which will hamper the original magnetic field excited by the exciting coil, and then the output of the Hall sensor will be impeded. Therefore, the output of the signal will decline as the temperature of the exciting coil in the PEC probe increases.
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Experimental Set-Up and Sample
As shown in Figure 2 , the PEC experimental testing device consisted of a function signal generator, power amplifier, DC power, a signal conditioning module, digitizer converter card, testing sample, the probe and a computer system with LabView software.
As shown in Figure 3 , a 7075 aluminum alloy plate of 10 mm thickness, 188 mm length and 30 mm width was used for the experiment. Four cracks were fabricated in the aluminum plate surface of width 2 mm and depths of 2 mm, 4 mm, 6 mm, and 8 mm, respectively. A probe with a cylindrical coil was placed directly on the specimen to detect defects. The outer diameter, inner diameter, and height of the cylindrical coil was 32 mm, 15 mm, and 20 mm respectively. The coil was made of copper enameled wire with a diameter of 1 mm. The number of turns of the coil was 75. The excitation current in the cylindrical coil was a rectangular pulse signal (100 Hz and 400 mV). The signal was excited by a functional signal generator and amplified 10 times by the power amplifier. A Hall sensor (95 A) was placed directly below the symmetry axis of the coil and was utilized to obtain the change in electromagnetic fields from the sample and the excitation coil. The Hall sensor output a voltage signal containing defect information. The output voltage signal was relatively small and had to be amplified, so the amplifier gain was fixed at 100 times to meet the measurement range of the digitizer card. The digitizer converter card was utilized to convert the analog signal to a digital signal. The sampling frequency of the digitizer converter card was 100 kHz with 16-bit resolution. LabView software was utilized to store the signal on the PC. card. The digitizer converter card was utilized to convert the analog signal to a digital signal. The sampling frequency of the digitizer converter card was 100 kHz with 16-bit resolution. LabView software was utilized to store the signal on the PC. In the experiment, the aluminum plate with defects of depth 0 mm, 2 mm, 4 mm, 6 mm, and 8 mm, was measured under different temperatures. The temperatures varied from 24 °C to 57 °C. The variation step of temperature was 3 °C. The experimental data are listed in Table 1 . card. The digitizer converter card was utilized to convert the analog signal to a digital signal. The sampling frequency of the digitizer converter card was 100 kHz with 16-bit resolution. LabView software was utilized to store the signal on the PC. In the experiment, the aluminum plate with defects of depth 0 mm, 2 mm, 4 mm, 6 mm, and 8 mm, was measured under different temperatures. The temperatures varied from 24 °C to 57 °C. The variation step of temperature was 3 °C. The experimental data are listed in Table 1 . In the experiment, the aluminum plate with defects of depth 0 mm, 2 mm, 4 mm, 6 mm, and 8 mm, was measured under different temperatures. The temperatures varied from 24 • C to 57 • C. The variation step of temperature was 3 • C. The experimental data are listed in Table 1 . 
Temperature Compensation Method
Based on the above discussion, we can see that the output voltage of PEC testing changes as the temperature of the exciting coil changes. In this paper, a compensation method based on the binary regression method is proposed. When the aluminum plate surface has no defect, the output is a function of the temperature of the exciting coil. The relationship can be characterized by Equation (6) . When the aluminum plate surface has a defect, the output is related to the temperature of the exciting coil and the size of the defect. The relationship can be characterized by Equation (7).
u f denotes the peak-to-peak values of the output signal with no defect, as the reference signal, u h denotes the peak-to-peak values of the output signal with a defect, t denotes the temperature, h denotes the depth of the defect.
Equations (6) and (7) yield,
The relationship between the defect depth, temperature and output voltage can be transformed into the relationship between the defect depth, reference values, and output voltage. However, temperature compensation must be performed in order to improve measurement accuracy. We use a two-dimensional regression method to establish the corresponding relationship between the defect depth, reference values, and output voltage. The coefficient of the regression equation was developed using the least squares fitting method.
The regression equation is below:
In order to obtain the coefficient a i , (i = 1, 2 · · · 5). Seek a i to make sure that:
So,
h 0k denotes the actual defect depth; k = 1, 2 · · · m × n. This is a multivariate function referred to the coefficient, a i . According to the essential condition of finding the extreme value of a multivariate function, let each partial derivative be zero and obtain the value of the coefficient.
That is:
Substituting Equation (7) into Equation (8), yield,
From Equation (14), a i , (i = 1, 2 · · · 5) can be solved quickly. Thus, the regression equation is worked out. Thus, the defect depth after compensation is obtained. In the actual measurement, if the reference signal and the output signal with a defect at the same temperature are obtained, the defect depth after compensation can be obtained according to Equation (10). Figure 4 shows the influence of temperature variation on the output signal of the Hall sensor under the 2 mm-deep defect. With the increasing temperature, the output of the Hall sensor decreases. The trend is in line with the theoretical result. Measuring the depth of the defect in the sample shown in Figure 3 , the changes in peak-to-peak values of the output signal of the Hall sensor under different temperatures are given in Figure 5 . The peak-to-peak values of the output signal of the Hall sensor decrease linearly approximately with increasing temperature. Therefore, temperature variation has a negative effect on the quantitative characterization process of surface depth defect. Figure 6 shows the relationship between the peak-to-peak values of the output signal and the depth of the defect under different temperatures of exciting coil. At the same temperature, the peak-to-peak values and the depth of defects are roughly linear. However, when the variation interval of temperature is 3 • C, 6 • C and 9 • C, respectively, the relationship between the peak-to-peak values of the output signal and the depth of the defect cannot be described by fixed equations, as shown in Figure 7 . We can conclude that the effect of the temperature rise in the exciting coil will have a huge negative impact on the PEC testing process and greatly lower the accuracy of the quantitative characterization process. Considerable errors will arise when quantifying the depth of a surface defect without considering any temperature change in the exciting coil. From Figure 6 , the relationship between the peak-to-peak value of the output signal and the depth of the defect can be described by a function of the first degree when the temperature remains unchanged. In this paper, the defect depth with no compensation ( ) can be calculated using Equation (15), which is the fitting equation when the temperature of the coil is 24 °C and the temperature variation is not considered. Based on the temperature compensation method stated in Section 4, the depth of defects after compensation ( ) is listed in Table 2 .
Result and Discussion
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Reference [21] compensates for the variation of the temperature based on 3D surface fitting and two-dimensional curved-surface interpolation. The consequence of compensation using 3D surface fitting method is listed in Table 2 , compared with the result of using the binary regression method stated in this paper.
From the data in Table 2 , we can conclude that the less the temperature of the exciting coil increases, the less the influence of temperature drift on the quantitative characterization of the depth of surface defect, and with a large deviation of the initial temperature of the exciting coil some of the results may even be incorrect. Figure 8 displays the distribution of the relative error. When the depth of defects is obtained without temperature compensation, the maximal relative measurement error is 169.08%. Therefore, the temperature drift of the coil has a serious impact on the measurement of defect depth. However, the maximal relative error obtained by the temperature compensation method based on the binary regression method is 9.13%, which is considerably less than the relative error without the temperature compensation method. Figure 9 displays the comparison of the compensation error using the binary regression method and 3D surface fitting. The maximal relative error using 3D surface fitting is 28.2%, which is greater than the maximal relative error using the binary regression method. Additionally, the distribution of the relative error using the binary regression method is more uniform than using 3D surface fitting. The results indicate that the temperature compensation method is effective in reducing or even eliminating the effects of temperature drift. From Figure 6 , the relationship between the peak-to-peak value of the output signal and the depth of the defect can be described by a function of the first degree when the temperature remains unchanged. In this paper, the defect depth with no compensation (D nc ) can be calculated using Equation (15), which is the fitting equation when the temperature of the coil is 24 • C and the temperature variation is not considered. Based on the temperature compensation method stated in Section 4, the depth of defects after compensation (D c ) is listed in Table 2 .
From the data in Table 2 , we can conclude that the less the temperature of the exciting coil increases, the less the influence of temperature drift on the quantitative characterization of the depth of surface defect, and with a large deviation of the initial temperature of the exciting coil some of the results may even be incorrect. Figure 8 displays the distribution of the relative error. When the depth of defects is obtained without temperature compensation, the maximal relative measurement error is 169.08%. Therefore, the temperature drift of the coil has a serious impact on the measurement of defect depth. However, the maximal relative error obtained by the temperature compensation method based on the binary regression method is 9.13%, which is considerably less than the relative error without the temperature compensation method. Figure 9 displays the comparison of the compensation error using the binary regression method and 3D surface fitting. The maximal relative error using 3D surface fitting is 28.2%, which is greater than the maximal relative error using the binary regression method. Additionally, the distribution of the relative error using the binary regression method is more uniform than using 3D surface fitting. The results indicate that the temperature compensation method is effective in reducing or even eliminating the effects of temperature drift. 
Conclusions
In this paper, we have mainly discussed the effect of exciting coil temperature variation on PEC testing and proposed a compensation method which aims to reduce or even eliminate the effect of temperature drift. Specifically, the detailed conclusions are summarized as follows.
(1) According to theoretical analysis, the output of the signal decreases when the temperature increases for the change in the impedance of the exciting coil and the magnetic field distribution. The temperature variation of the exciting coil has a considerable influence on the accuracy of PEC testing. (2) According to experimental analysis, the peak-to-peak values of the output signal decrease as the temperature of the exciting coil in the PEC probe rises. In addition, the temperature variation of the exciting coil has a depressing influence on the quantitative characterization of surface flaw depth. (3) A temperature compensation method based on the binary regression method was proposed to reduce the temperature drift effect. We verified the effectiveness of the proposed method through the comparative analysis. Our work indicates that the method is capable of compensating for the temperature variation.
However, much more work is still needed. We could analyze the influence caused by the temperature variation of PEC probe using the finite element analysis (FEA) method. The relationship 
However, much more work is still needed. We could analyze the influence caused by the temperature variation of PEC probe using the finite element analysis (FEA) method. The relationship between other features and temperature and compensation method could be investigated. Additionally, we could verify the applicability of the proposed method to other features. Finally, the practical application and usability of this temperature compensation method of PEC testing have yet to be improved. 
